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(54) PRODUCTION OF SHEET LIKE RESIN MOLDED OBJECT PARTIALLY 
DECORATED BY DECORATIVE SKIN MATERIAL 

(57)Abstract: 

PURPOSE: To prevent the generation of buir at 
the boundary part of a decorative skin material 
forming a design surface by integrally molding 
the resin sheet main body part reaching the 
periphery of a backing layer around the 
decorative skin material so as to cover the 
peripheral edge part of the decorative skin 
^■material, 

CONSTITUTION: The second molten resin B 
?k supplied to an unfilled cavity part flows toward 
the peripheral edge part 1 lb of a decorative skin 
material 1 1 having a backing layer 10a obtained 
in a primary molding process integrally molded 
thereon so as to border on the top part of the 
chevron-shaped frame like projection provided to 
the mold surface of a cavity mold 1 to cover the 
surface of the peripheral edge part 1 lb of the 
decorative skin material 1 1 . A part of the second 
molten resin enters the gap S between a design 
surface forming mold 2a and the cavity mold 1 and the resin sheet main body part 




reaching the peripheral edge of the backing layer 10a is integrally molded on the 
peripheral surface of the decorative skin material 1 1 in the state connected to the short leg 
frame part 10b continued to the rear surface of the peripheral edge part 1 lb of the 
decorative skin material 1 1 and the peripheral edge of the backing layer 10a so as to 
cover the peripheral edge part 1 lb of the decorative skin material 1 1 . 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture approach of a sheet-like 
resin Plastic solid that there is no weld flash in the boundary section of the decoration 
skin material which forms a design side, and a quality sheeMike resin Plastic solid can be 
produced efficiently and that decoration skin material was prepared partially. 
[0002] 

[Description of the Prior Art] For example, after setting decoration skin material to the 
predetermined location of the cavity formed with the die of a vertical pair as the 
manufacture approach of a sheet-like resin Plastic solid used for the interior material 
sheet for automobiles etc. of having prepared decoration skin material partially, the 
approach of filling up with and mold clamp carrying out of the melting resin, and using 
as a sheeMike resin Plastic solid is learned (for example, refer to JP,63-1 13 12,A and 
JP,1-291912,A). 

[0003] However, since the periphery section of decoration skin material was not certainly 
being fixed when based on a conventional method, while there was a trouble that 
decoration skin material may shift from a desired location a little with the filling pressure 
of melting resin, there was also a trouble of the melting resin by the side of a rear face 



having invaded into the periphery section of decoration skin material, and generating 

weld flash. 

[0004] 

[Problem(s) to be Solved by the Invention] This invention solves the above conventional 
troubles, die decoration skin material for forming the design side which consists of a 
dissimilar material partially is prepared in the predetermined part of a sheet-like resin 
Plastic solid without the location gap, and it is in offering the manufacture approach of 
the sheet-like resin Plastic solid in which decoration was partially earned out by the 
decoration skin material which can moreover produce efficiently the quality sheet-like 
resin Plastic solid which does not have weld flash etc. in the boundary section with 
decoration skin material. 
[0005] 

[Means for Solving the Problem] The manufacture approach of the sheet-like resin Plastic 
solid in which decoration was partially carried out by the decoration skin material of this 
invention made in order to solve the above-mentioned technical problem, The mold of the 
pair countered and arranged is made into a mold aperture condition. Decoration skin 
material in the predetermined location of the mold face of the mold of one of these by the 
guide frame which the periphery section can haunt freely It carries out [ supply and / 
mold clamp ] of the 1st melting resin to the inside cavity section divided with the guide 
frame among both molds after carrying out the pressure welding and setting, and the 
lining layer of sheet-like resin is fabricated at the rear face of said decoration skin 
material. Subsequently The 2nd melting resin is supplied to the non-filling cavity part 
around [ where the shaping unification of the lining layer was carried out at said process 
after retreating said guide frame and solving the pressure welding to decoration skin 
material ] decoration skin material. It is characterized by carrying out the shaping 
unification of the resin sheet subject section which covers the periphery section of this 
decoration skin material around said decoration skin material, and arrives at the periphery 
of said lining layer. 
[0006] 

[Example] This invention is explained to it at a detail, referring to a drawing to below. A 
drawing is what shows the forming cycle of the automobile interior material sheet with 
which the decoration skin material 1 1 which forms in the predetermined location of the 
front face of sheet-like resin Plastic solid 10 as shown in drawing 8 the design side which 
consists of a dissimilar material partially was formed without the location gap. The cavity 
mold which constitutes one side of the molds of the pair which one in drawing counters 
and is arranged, and in which a mold clamp and die opening are free, 2 is a core mold 
which constitutes another side, and the core mold 2 consists of design side formation 
mold 2a and resin sheet subject section formation mold 2b corresponding to the 
decoration skin material 1 1 . Between this design side formation mold 2a and resin sheet 
subject section formation mold 2b, the core mold 2 can move vertically freely 
independently, and the guide frame 3 which made the tip the press section by which inner 
circumference was formed in the taper side is formed. As for the mold face of the cavity 
mold 1, decoration skin material maintenance side la and resin sheet subject section 
shaping side lb are divided through frame-like upheaval lc of Yamagata where a cross 
section is low, and when said guide frame 3 marches out, it is made to be turned by said 
press section at a tip on the other hand at outside **** of this frame-like upheaval lc. In 



addition, the supply gate of the melting resin with which 4 is prepared in design side 
formation mold 2a of the core mold 2, and 2c are concave steps prepared in the tip 
periphery of design side formation mold 2a. 

[0007] In order to fabricate the sheet-like resin Plastic solid in which decoration was 
partially carried out by decoration skin material using such a mold First, as shown in 
drawing 1 After making decoration skin material maintenance side la of this cavity mold 
1 carry out decoration temporary maintenance of the decoration skin material 1 1, such as 
a fabric base, with the means of suction and other arbitration by making the cavity mold 1 
and the core mold 2 into a mold aperture condition, with a mold aperture condition A 
guide frame 3 is raised and pressure- welding immobilization of the periphery section of 
the decoration skin material 1 1 is carried out in the press section at the tip of a guide 
frame 3. In this case, instead of making decoration skin material maintenance side la 
carry out decoration temporary maintenance with the means of suction and other 
arbitration beforehand, as shown in drawing 2 , it equips at the tip of a guide frame 3, and 
temporary immobilization of the decoration skin material 1 1 is carried out, and it can also 
carry out pressure- welding immobilization of the decoration skin material 1 1 by raising a 
guide frame 3 in the condition as it is at decoration skin material maintenance side la of 
the cavity mold 1. Subsequently, as shown in drawing 3 , the 1st melting resin A is 
supplied to the inside cavity section divided with the guide frame 3 between decoration 
skin material maintenance side la of the cavity mold 1, and design side formation mold 
2a of the core mold 2 from the supply gate 4. Lining layer 10a of sheet-like resin is 
fabricated into the part except periphery section 1 lb which carries out [ mold clamp ], 
pressurizes the 1st melting resin A, and touches the tip of a guide frame 3 among the rear 
faces of the decoration skin material 1 1 as shown in this and coincidence at drawing 4 . 
The periphery of this lining layer 10a hangs from the rear face of the decoration skin 
material 1 1 as crus-breve-incudis frame part 10b fabricated by concave step 2c of the 
above mentioned tip periphery of design side formation mold 2a. In addition, in this 
invention, the above forming cycle is called the first forming cycle, and the forming cycle 
to the final product mentioned later is hereafter called the second forming cycle. 
[0008] Next, as shown in drawing 5 The press side at the tip drops said guide frame 3 a 
little to a lower part location and the becoming location from both the mold faces of 
design side formation mold 2a and resin sheet subject section formation mold 2b. 
Between design side formation mold 2a and resin sheet subject section formation mold 
2b It considers as the condition of having released periphery section 1 lb of the decoration 
skin material 1 1 while forming the clearance S for a resin break in. Lining layer 10a 
supplies the 2nd melting resin B through the supply gate which is not illustrated into the 
non-filling cavity part left behind to the perimeter of the decoration skin material 1 1 by 
which shaping unification was carried out by said first forming cycle in this condition. At 
this time, only design side formation mold 2a which moves vertically independently is 
raised slightly, may make it seal a non-filling cavity part more, and In order to prevent 
that the decoration skin material 1 1 is crushed by the clamping pressure of design side 
formation mold 2a and resin sheet subject section formation mold 2b, and aesthetic 
property is spoiled, you may make it raise the cavity mold 1 similarly a gone up part of 
design side formation mold 2a. 

[0009] Thus, the 2nd melting resin B supplied to the non-filling cavity part Lining layer 
10a obtained by the first forming cycle flows towards periphery section 1 lb of the 



decoration skin material 1 1 by which shaping unification was carried out. It borders on 
the crowning of frame-like upheaval lc of Yamagata in the mold face of the cavity mold 
1. The front face of periphery section 1 lb of the decoration skin material 1 1 with a wrap 
A part of 2nd melting resin B between design side formation mold 2a and the cavity mold 
1 In the clearance S for a resin break in The shaping unification of the resin sheet subject 
section 10 which covers periphery section 1 lb of this decoration skin material 1 1 around 
the decoration skin material 1 1 after having been formed successively by crus-breve- 
incudis frame part 10b which enters and follows the rear face of periphery section 1 lb of 
the decoration skin material 1 1 and the periphery of said lining layer 10a, and arrives at 
the periphery of said lining layer 10a is carried out If vacuum free passage way 2c which 
passes to a non-filling cavity part is prepared in the side-face upper part of design side 
formation mold 2a and vacuum processing of the non-filling cavity part is carried out at 
this time as shown in drawing 6 Since periphery section 1 lb of the decoration skin 
material 1 1 is easy to be bent in said clearance S between the core molds 2, when the 2nd 
melting resin B is supplied, that with which periphery section 1 lb of the decoration skin 
material 1 1 was certainly covered by the 2nd melting resin B will be obtained, and it is 
more desirable. Thus, what is necessary is to carry out the mold aperture of the cavity 
mold 1 after fixed time amount cooling, and the core mold 2, to take out a product, to end 
a one cycle, and just to repeat the same forming cycle as the following, as shown in 
drawing 7 after the sheet-like resin Plastic solid decoration was partially carried out [ the 
Plastic solid ] by the decoration skin material 1 1 is fabricated. 
[0010] Thus, the acquired sheet-like resin Plastic solid After the shaping unification of 
the lining layer 10a was carried out the decoration skin material 1 1 which forms a design 
side having the condition of having been fixed to the predetermined location by the first 
forming cycle held, Since the resin sheet subject section 10 which covers periphery 
section 1 lb of this decoration skin material 1 1 around the decoration skin material 1 1 by 
the second forming cycle, and arrives at the periphery of said lining layer 10a serves as a 
shaping unification **** product The decoration skin material 1 1 will be formed in a 
predetermined location without a location gap, and there will be no weld flash in the 
boundary section of the decoration skin material 1 1 and the resin sheet subject section 10, 
and a quality thing will be obtained. Moreover, different resin can also be used although 
the 1st melting resin A and the 2nd melting resin B use the thing same as a principle. 
[0011] 

[Effect of die Invention] According to this invention, there is no weld flash in the 
boundary section of the decoration skin material which forms a design side, a quality 
sheet-like resin Plastic solid can be produced within one die, and there is an advantage 
that very efficient production can be performed so that clearly also from the above 
explanation. Therefore, as the manufacture approach of a sheet-like resin Plastic solid 
that the decoration of this invention was partially carried out by the decoration skin 
material which swept away the conventional trouble, the place which contributes to 
development of industry is size very much. 

[Translation done.] 



* NOTICES * 



JPO and XNPIT are not responsible for any 
damages caused by the use of this translation* 

1 .This document has been translated by computer. So the translation may not reflect the 
original precisely. 

2.**** shows the word which can not be translated, 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The mold of the pair countered and arranged is made into a mold aperture 
condition. Decoration skin material in the predetermined location of the mold face of the 
mold of one of these by the guide frame which the periphery section can haunt freely It 
carries out [ supply and / mold clamp ] of the 1st melting resin to the inside cavity section 
divided with the guide frame among both molds after carrying out the pressure welding 
and setting, and the lining layer of sheet-like resin is fabricated at the rear face of said 
decoration skin material. Subsequently The 2nd melting resin is supplied to the non- 
filling cavity part around [ where the shaping unification of the lining layer was carried 
out at said process after retreating said guide frame and solving the pressure welding to 
decoration skin material ] decoration skin material. Hie manufacture approach of the 
sheet-like resin Plastic solid in which decoration was partially carried out by the 
decoration skin material characterized by carrying out the shaping unification of the resin 
sheet subject section which covers the periphery section of this decoration skin material 
around said decoration skin material, and arrives at the periphery of said lining layer 
[claim 2] The manufacture approach of the sheet-like resin Plastic solid in which carried 
out vacuum processing of the non-filling cavity part without the decoration skin material 
by which the shaping unification of the lining layer was carried out among cavities, and 
decoration was partially carried out by the decoration skin material according to claim 1 
which supplies the 2nd melting resin and fabricates the resin sheet subject section after 
bending the periphery of decoration skin material to a core mold side. 



[Translation done.] 
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ABSTRACT : PURPOSE: To prevent the generation of burr at the boundary part of a decorative skin 



material forming a design surface by Integrally molding the resin sheet main body part 
reaching the periphery of a backing layer around the decorative skin material so as to 
cover the peripheral edge part of the decorative skin material. 

CONSTITUTION: The second molten resin B supplied to an unfilled cavity part flows 
toward the peripheral edge part 1 1b of a decorative skin material 1 1 having a backing 
layer 10a obtained in a primary molding process integrally molded thereon so as to border 
on the top part of the chevron-shaped frame like projection provided to the mold surface of 
a cavity mold 1 to cover the surface of the peripheral edge part 1 1b of the decorative skin 
material 11. A part of the second molten resin enters the gap S between a design surface 
forming mold 2a and the cavity mold 1 and the resin sheet main body part reaching the 
peripheral edge of the backing layer 10a Is integrally molded on the peripheral surface of 
the decorative skin materia) 1 1 in the state connected to the short leg frame part 10b 
continued to the rear surface of the peripheral edge part 1 1 b of the decorative skin 
material 1 1 and the peripheral edge of the backing layer 10a so as to cover the peripheral 
edge part 11b of the decorative skin material 11. 
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